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® A unit (13; 89) for transferring cigarette portions 
(8, 9) from a dual rod cigarette manufacturing ma- 
chine (1) to a filter assembly machine (11); the 
transfer unit (13; 89) presenting a launching device 
(14; 90) for successively receiving pairs of cigarette 
portions (8, 9) arranged side by side and traveling in 
an axial direction (16), and for simultaneously feed- 
ing the portions (8, 9) in each pair - still substantially 



axially, but imparting to them a transverse compo- 
nent - into respective adjacent seats (29, 30; 72, 76; 
81, 82) of a conveyor device (22, 23; 66, 67; 78) 
wherein the seats (29, 30; 72, 76; 81, 82) for receiv- 
ing the cigarette portions (8, 9) are parallel to the 
cigarette portions (8, 9), and travel crosswise to the 
traveling direction (16) of the cigarette portions (8, 
9). 
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The present invention relates to a unit for trans- 
ferring cigarette portions from a dual rod cigarette 
manufacturing machine to a filter assembly ma- 
chine. 

More specifically, the term "dual rod cigarette 
manufacturing machine" is intended to mean a 
cigarette manufacturing machine of the type de- 
scribed, for example, in US Patent n. 4,418,705, 
which provides for supplying a filter assembly ma- 
chine with two continuous cigarette rods traveling 
in an axial direction at substantially constant speed. 

At the output of the dual rod cigarette manufac- 
turing machine, both the continuous rods are cut 
by the same cutting head into normally "double" 
cigarette portions, i.e. portions twice the length of 
those which, when joined to a respective filter, go 
to form a normal filter-tipped cigarette. 

When cut, the double cigarette portions, push- 
ed from behind by the respective continuous rods, 
continue traveling axially into a pickup position in 
which they engage transfer members interposed 
between the output of the manufacturing machine 
and an input device of the filter assembly machine. 
The filter assembly machine input device is nor- 
mally defined by a roller which is normally moun- 
ted for rotation about an axis parallel to the continu- 
ous rods, and presents a succession of peripheral 
seats parallel to the rods and traveling transversely 
with the roller about said axis. 

Known transfer members for transferring the 
cigarette portions from the manufacturing machine 
to the filter assembly machine are normally defined 
by a revolving platform presenting a number of 
arms, each of which is fitted on the end with a 
gondola for simultaneously picking up two side by 
side cigarette portions - each cut off a respective 
rod - and for transferring them parallel to them- 
selves from the output of the manufacturing ma- 
chine into respective seats on the input roller of the 
filter assembly machine, and along an arc of sub- 
stantially 90° about an axis perpendicular to the 
rotation axis of the input roller. 

Though highly efficient and reliable, known 
transfer devices of the above type are invariably 
expensive and difficult to produce and set up, 
mainly on account of the high output capacity of 
modem machines (roughly 10-12,000 cigarettes a 
minute). 

It is an object of the present invention to pro- 
vide a unit for transferring cigarette portions from a 
dual rod cigarette manufacturing machine to a filter 
assembly machine, which is relatively straightfor- 
ward in design and relatively cheap to produce. 

According to the present invention, there is 
provided a unit for transferring cigarette portions 
from a dual rod cigarette manufacturing machine to 
a filter assembly machine, the unit comprising con- 
veyor means traveling in a first direction and pre- 



senting seats for receiving respective said cigarette 
portions, said seats being oriented in a second 
direction crosswise to said first direction; a loading 
station through which each said seat travels in said 

5 first direction, and at which each said seat receives 
a respective said cigarette portion; and transfer 
means facing said loading station, and which pro- 
vide for successively receiving from said manufac- 
turing machine pairs of first and second said ciga- 

w rette portions arranged side by side and parallel to 
said second direction, and for transferring them to 
the loading station and into respective said seats; 
characterized in that said conveyor means present 
a number of first said seats and a number of 

15 second said seats, for respectively receiving said 
first and said second cigarette portions at the load- 
ing station; said transfer means comprising launch- 
ing means for successively receiving said pairs of 
first and second cigarette portions, and for simulta- 

20 neously feeding the two cigarette portions in each 
said pair substantially in said second direction and 
to the loading station in time with the respective 
said seats. 

The above unit preferably also comprises 
25 guide means for guiding the first and the second 
cigarette portion in each pair along respective first 
and second axial paths extending substantially in 
said second direction and substantially defining a 
plane, preferably a substantially horizontal plane, 
30 extending through said launching means and said 
loading station. 

According to a preferred embodiment of the 
above transfer unit, said conveyor means comprise 
a first and a second roller respectively presenting 
35 said first and said second seats and respectively 
tangent to the first and the second path at the 
loading station. 

According to a further preferred embodiment of 
the above transfer unit, said conveyor means com- 
40 prise a single roller presenting alternating said first 
and second seats; said single roller being tangent 
to both said paths at said loading station. 

A number of non-limiting embodiments of the 
present invention will be described by way of ex- 
45 ample with reference to the accompanying draw- 
ings, in which: 

Figure 1 shows a plan view of a first detail of a 
first preferred embodiment of the transfer unit 
according to the present invention; 
50 Figure 2 shows a larger-scale, schematic front 
view of a second detail of the transfer unit in 
Figure 1; 

Figure 3 shows a section along line Ill-Ill in 
Figure 1; 

55 Figure 4 shows a larger-scale, schematic view of 
the operating sequence of a detail of the Figure 
1 unit; 
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Figure 5 shows a partially sectioned, front view 
of a second preferred embodiment of the trans- 
fer unit according to the present invention; 
Figure 6 shows a view in perspective of a third 
preferred embodiment of the transfer unit ac- 
cording to the present invention; 
Figure 7 shows a front view of a detail of the 
Figure 6 embodiment. 

With reference to Figures 1 and 3, number 1 
indicates a dual rod cigarette manufacturing ma- 
chine of the type described and illustrated in US 
Patent n. 4,418,705 to which full reference is made 
herein in the interest of full disclosure. 

Machine 1 comprises a substantially horizontal 
output beam 2 with two longitudinal grooves 3 and 

4 along which are fed, at the same substantially 
constant axial speed, two continuous cigarette rods 

5 and 6, the axes of which define a substantially 
horizontal plane 7. As they travel along beam 2, 
rods 5 and 6 are cut into respective successions of 
respective cigarette portions 8 and 9 by a known 
rotary cutting head 10, the cutting speed of which 
is such as to form double cigarette portions 8 and 
9, i.e. twice as long as the tobacco-filled portion of 
the filter-tipped cigarettes (not shown) being pro- 
duced. 

Number 11 in Figure 2 indicates a filter assem- 
bly machine, the input roller 12 of which is con- 
nected to the output beam 2 of machine 1 by a 
transfer unit 13 comprising a launching device 14 
facing and adjacent to the output end of beam 2, 
and a conveyor assembly 15. Device 14 provides 
for receiving portions 8 and 9 traveling along re- 
spective grooves 3 and 4 in direction 16, and for 
launching them, along respective paths 17 and 18 
parallel to direction 16 and substantially coplanar 
with plane 7, to a loading station 19 where they are 
loaded on to assembly 15; which assembly 15 
provides for receiving portions 8 and 9 at loading 
station 19, and for transferring them, in a direction 
20 crosswise to direction 16 and to portions 8 and 
9, to an unloading station 21 where they are un- 
loaded on to roller 12. 

As shown in Figures 1 and 2, assembly 15 
comprises two counter-rotating rollers 22 and 23 
located on either side of a strip 24 defined in plane 
7 by paths 17 and 18, and which rotate about 
respective axes 25 and 26 substantially coplanar 
with plane 7 and parallel to direction 16. 

In connection with plane 7 and said position of 
axes 25 and 26 "substantially coplanar with plane 
7", it should be pointed out that, as shown more 
clearly later on, axes 25 and 26 are parallel to 
direction 16, but are in actual fact parallel to and 
slightly raised in relation to plane 7. 

Rollers 22 and 23 present respective peripheral 
surfaces 27 and 28 substantially tangent to respec- 
tive paths 17 and 18, and presenting respective 



numbers of seats 29 and 30 parallel to respective 
axes 25 and 26 and equally spaced about respec- 
tive surfaces 27 and 28. By means of a known 
drive device (not shown), rollers 22 and 23 are 

5 rotated about respective axes 25 and 26 in time 
with each other and in such directions that, in use, 
each seat 29 and the corresponding seat 30 travel 
upwards in direction 20 through plane 7 and are 
respectively aligned with paths 17 and 18 at load- 

w ing station 19. 

As shown in Figures 1 and 2, each seat 29, 30 
is a suction seat presenting (in direction 20) a rear 
lateral edge 31 parallel to plane 7, and a front edge 
32; which front edge 32 presents a straight portion 

is 33 parallel to edge 31, and a second straight 
portion 34 sloping frontwards in relation to edge 31 
to define, on respective seat 29, 30, a flared inlet 

35 facing launching device 14, and an end portion 

36 of constant width roughly equal to but no small- 
20 er than the diameter of portions 8 and 9. 

In addition to rollers 22 and 23, assembly 15 
also comprises a further two rollers 37 and 38; 
roller 37 being mounted so as to rotate clockwise 
(in Figure 2) about an axis 39 parallel to axis 26, in 

25 the opposite direction to roller 23, and at the same 
surface speed as rollers 23 and 12; and roller 38 
being mounted so as to rotate anticlockwise (in 
Figure 2) about an axis 40 parallel to axis 25, in the 
opposite direction to roller 22, and at the same 

30 surface speed as rollers 22 and 37. More specifi- 
cally, roller 37 is tangent to roller 23 at a transfer 
station 41, is tangent to roller 38 at a loading 
station 42 downstream from station 41 in the rota- 
tion direction of roller 37, and is tangent to roller 12 

35 at station 21 downstream from station 42 in the 
rotation direction of roller 37; while roller 38 is 
tangent to roller 22 at a transfer station 43, and is 
tangent to roller 37 at station 42 downstream from 
station 43 in the rotation direction of roller 38. 

40 Finally, roller 37 presents two numbers of suction 
seats 44 and 45 arranged alternately to form a 
single succession of seats with the same spacing 
as a succession of suction seats 46 on roller 12, 
and with half the spacing of seats 30; and roller 38 

45 presents two numbers of seats 47 and 48 - of 
which only seats 47 are suction types - arranged 
alternately to form a single succession of seats 
with the same spacing as seats 46, and with half 
the spacing of seats 29. In use, seats 44 rotate in 

50 time with seats 30, with seats 48, and with respec- 
tive seats 46, while seats 47 rotate in time with 
seats 29, with seats 45, and with respective seats 
46 alternating with those in time with seats 44. 

Launching device 14 comprises a plate 49 ex- 

55 tending vertically through plane 7 in the gap be- 
tween the output end of beam 2 and loading station 
19, and which supports for rotation three horizontal 
shafts 50, 51, 52 extending through plate 49, par- 
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allel to and beneath plane 7, and crosswise to 
direction 16. Shafts 50 and 51 are located side by 
side and the same distance from plane 7, and are 
fitted at one end with two suction rollers 53 and 54, 
and at the other end with two pulleys 55 and 56 on 
the opposite side of plate 49 to respective rollers 

53 and 54. Shaft 52 is a drive shaft located be- 
neath and in an intermediate position in relation to 
shafts 50 and 51, and is fitted with a pulley 57 
which, together with pulleys 55, 56 and a belt 58, 
forms a drive 59 for rotating rollers 53 and 54 
anticlockwise in Figures 3 and 4. 

Each roller 53, 54 presents a lateral surface 60, 
61 shaped like a portion of a spiral extending over 
an arc of 360°, and wherein the minimum- and 
maximum-radius generating lines in the same dia- 
metrical plane are connected by a shoulder 62, 63 
in the diametrical plane itself. Rollers 53 and 54 are 
offset in relation to each other by an arc depending 
on the distance of shafts 50 and 51, and present 
different radial dimensions. More specifically, roller 

54 between loading station 19 and roller 53 
presents radial dimensions greater than those of 
roller 53 and such that the radius of the lesser- 
radius generating line of roller 53 equals the dis- 
tance between the axes of shafts 50, 51 and the 
continuation of the bottom of grooves 3 and 4. 
Rollers 53 and 54 are also so offset in relation to 
each other that, when shoulder 63 of roller 54 is 
positioned perpendicular to and through plane 7, 
roller 53 is so positioned angularly that the distance 
between its greater generating line and the axis of 
shaft 50 equals the lesser radius of roller 54. Fi- 
nally, rollers 53 and 54 rotate at constant angular 
speeds in time with cutting head 10 and rollers 22, 
23, and present surface speeds varying with their 
radius and such that their mean peripheral speeds 
are slightly greater than the traveling speed of rods 
5 and 6, so that each portion 8, 9 reaches roller 53 
with its front end contacting shoulder 62, and, on 
leaving roller 54, is substantially coplanar with the 
rear edge 31 of a respective seat 29, 30. 

In use, each cigarette portion 8, 9, pushed by 
respective continuous cigarette rod 5, 6, travels at 
a substantially constant first speed along beam 2 
downstream from cutting head 10, and, on reaching 
the free end of beam 2, moves forward into contact 
with the periphery of roller 53. More specifically, 
and as shown in Figure 4a, on reaching roller 53, 
the front end of each portion 8, 9 contacts shoulder 
62, the constant angular speed of which about the 
axis of shaft 50 is such that shoulder 62 makes one 
complete turn in the time taken by portion 8, 9, at 
said first speed, to cover a distance equal to its 
own length. Each portion 8, 9 is then retained by 
suction on roller 53 by which it is fed towards roller 
54 which cooperates with roller 53 to launch portion 
8, 9 into a respective seat 29, 30. More specifically, 



on account of the spiral shape of lateral surfaces 
60 and 61, which form two (partially superimposed) 
portions of the same spiral, and the constant an- 
gular speed of rollers 53 and 54, portion 8, 9 is fed 

5 forward by rollers 53 and 54 at a speed which 
increases substantially linearly for as long as por- 
tion 8, 9 is engaged by device 14. 

In connection with the above, it should be 
pointed out that, being spiral-shaped, rollers 53 and 

w 54 impart to each portion 8, 9 a transverse speed 
component which, if surfaces 60 and 61 are cal- 
culated correctly, presents substantially the same 
value as the surface speed of rollers 22 and 23, so 
that portion 8, 9 is detached from plane 7 by a 

15 value substantially equal to the distance of plane 7 
from axes 25 and 26. 

As shown in Figure 4d, each portion 8, 9 fed 
forward by roller 54 penetrates inside inlet 35 of 
respective seat 29, 30. More specifically, and as 

20 shown in Figures 4c and 4e, on reaching respec- 
tive roller 22, 23, each portion 8, 9 is positioned 
with its end facing the front end of inlet 35 of 
respective seat 29, 30 adjacent to portion 34 of 
front edge 32, and is fully inserted inside respec- 

25 tive seat 29, 30 before being reached by respective 
rear edge 31 on to which it comes to rest with a 
relative transverse speed of substantially zero by 
virtue of the transverse acceleration imparted to 
portion 8, 9 by spiral-shaped surfaces 60 and 61 . 

30 Subsequently, each portion 8 in a respective 

seat 29 is transferred to a seat 47 on roller 38 at 
station 43, and by roller 38 to a seat 45 on roller 37 
at station 42. Similarly, each portion 9 in a respec- 
tive seat 30 is transferred to a seat 44 on roller 37 

35 at station 41 . 

Downstream from loading station 42, therefore, 
all the seats 44 and 45 on roller 37 are occupied, 
and alternating portions 8 and 9 form a single 
succession 64 of equioriented, transversely aligned 

40 portions, which is transferred to roller 12 at station 
21. 

In the Figure 5 embodiment, assembly 15 in- 
terposed between launching device 14 and the 
input roller 12 of filter assembly machine 11 is 

45 replaced by an assembly 65, which comprises two 
rollers 66 and 67 rotating at the same surface 
speed, and which provide for feeding portions 8 
and 9 to roller 12 by transferring them simulta- 
neously from loading station 19 directly to un- 

50 loading station 21. Roller 66 is substantially cylin- 
drical, rotates at constant angular speed about an 
axis 68 parallel to direction 16, and comprises an 
outer jacket 69 mounted for rotation on an inner 
drum 70 forming, in known manner, a pneumatic 

55 distributor. Jacket 69 presents a number of axial 
ribs 71 extending radially outwards from it and 
each presenting a respective suction seat 72 simi- 
lar to seats 29, 30 and communicating in known 
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manner with said pneumatic distributor to receive a 
respective cigarette portion 8. As roller 66 rotates 
about axis 68, each seat 72 travels through plane 7 
at station 19, moving in direction 20 crosswise to 
plane 7 and portions 8, 9. 

Roller 67 is substantially in the form of a cylin- 
drical cage, and comprises a substantially cylin- 
drical platform 73 with a larger radius than roller 
66, and rotating about an axis 74 parallel to but 
offset laterally in relation to axis 68. Platform 73 is 
positioned facing the end surface of roller 66, and 
supports a number of columns 75, each presenting 
a respective axial groove forming a respective seat 
76 similar to seats 29, 30 and communicating in 
known manner with a suction system to receive a 
respective cigarette portion 9. 

Columns 75 are arranged about the periphery 
of platform 73 with the same spacing as seats 76, 
and are so shaped and sized as to fit inside re- 
spective grooves 77 defined on the periphery of 
roller 66 by respective pairs of adjacent ribs 71 . As 
rollers 66 and 67 rotate anticlockwise (in Figure 5), 
seats 72 and 76 travel along respective circular 
paths tangent to each other at unloading station 21 , 
and which intersect plane 7 at side by side points 
along paths 17 and 18. Each seat 72 travels 
through plane 7 simultaneously with a correspond- 
ing seat 76 so as to simultaneously pick up a pair 
of portions 8 and 9 from plane 7 in the same way 
as seats 29 and 30; and seats 72 and 76 are offset 
half a space in relation to each other at station 21 
so as to define, at station 21, a single succession 
of seats with the same spacing as and in time with 
seats 46, and so transfer portions 8 and 9 directly 
to roller 12. 

According to the Figure 6 and 7 embodiment, 
assembly 15 of machine 11 is replaced by a single 
roller 78 similar to one of rollers 22 and 23, and 
which, by means of a known drive device (not 
shown), is rotated clockwise (in Figure 6) about its 
axis 79 parallel to direction 16, directly beneath 
plane 7, and substantially beneath continuous rod 
6. Roller 78 presents a peripheral surface 80 tan- 
gent to plane 7 at loading station 19 and to roller 
12 at unloading station 21, and presenting two 
successions of equally spaced, alternating seats 81 
and 82 parallel to axis 79. Each seat 81 is sepa- 
rated from each adjacent seat 82 by a distance 
equal to that between grooves 3 and 4 and to that 
between adjacent seats on roller 12. 

As shown in Figures 6 and 7, each seat 81 , 82 
is a suction seat presenting a rear lateral edge 83 
(in direction 20) parallel to axis 79, and a front 
edge 84 in turn presenting a straight portion 85 
parallel to axis 79, and a second straight portion 86 
angled frontwards in relation to edge 83 so as to 
define, on seat 81, 82, a flared inlet 87 facing beam 
2, and an end portion 88 of constant width approxi- 



mately equal to but no less than the diameter of 
cigarette portions 8 and 9. 

In the Figure 6 and 7 embodiment, transfer unit 
13 is replaced by a unit 89 comprising launching 

5 device 90, which in turn comprises a motor 91 
mounted in a fixed position to the side of paths 1 7 
and 18 and presenting an output shaft 92 rotating 
clockwise (in Figure 6) about its axis 93 extending 
beneath and parallel to plane 7 and crosswise to 

w paths 17 and 18. Shaft 92 is fitted with two launch- 
ing rollers 94 and 95 substantially tangent to plane 
7, and each presenting a respective helical suction 
groove 96, 97, the start of which is aligned with 
respective path 17, 18 in time with the arrival of a 

is respective cigarette portion 8, 9. 

The surface speed of rollers 94 and 95 is at 
least equal to, and preferably slightly greater than, 
the traveling speed of cigarette portions 8 and 9, 
and the pitch of grooves 96 and 97 is such that 

20 respective portions 8 and 9 engaged inside them 
present a transverse speed, in direction 20, sub- 
stantially equal to the surface speed of roller 78. 

In actual use, each portion 8, 9 is fed forward 
by respective roller 94, 95 into inlet 87 of respec- 

25 tive seat 81, 82. More specifically, on reaching 
roller 78, the end of each portion 8, 9 is positioned 
facing the front end of inlet 87 of respective seat 
81, 82, adjacent to portion 86 of respective front 
edge 84, and is inserted fully into respective seat 

30 81, 82 prior to the arrival of respective rear edge 
83 against which it comes to rest with a relative 
transverse speed of substantially zero on account 
of the transverse acceleration imparted to portion 8, 
9 by helical groove 96, 97. 

35 

Claims 

1. A unit (13; 89) for transferring cigarette por- 
tions (8, 9) from a dual rod cigarette manufac- 

40 turing machine (1) to a filter assembly machine 

(11), the unit (13; 89) comprising conveyor 
means (15; 65; 78) traveling in a first direction 
(20) and presenting seats (29, 30; 72, 76; 81 , 
82) for receiving respective said cigarette por- 

45 tions (8, 9), said seats (29, 30; 72, 76; 81, 82) 

being oriented in a second direction (16) cros- 
swise to said first direction (20); a loading 
station (19) through which each said seat (29, 
30; 72, 76; 81, 82) travels in said first direction 

50 (20), and at which each said seat (29, 30; 72, 

76; 81 , 82) receives a respective said cigarette 
portion (8, 9); and transfer means (14; 90) 
facing said loading station (19), and which pro- 
vide for successively receiving from said man- 

55 ufacturing machine (1) pairs of first (8) and 

second (9) said cigarette portions arranged 
side by side and parallel to said second direc- 
tion (16), and for transferring them to the load- 
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ing station (19) and into respective said seats 
(29, 30; 72, 76; 81, 82); characterized in that 
said conveyor means (15; 65; 78) present a 
number of first said seats (29; 72; 81) and a 
number of second said seats (30; 76; 82), for 5 
respectively receiving said first (8) and said 
second (9) cigarette portions at the loading 
station (19); said transfer means (14; 90) com- 
prising launching means (14; 90) for succes- 
sively receiving said pairs of first (8) and sec- w 
ond (9) cigarette portions, and for simulta- 
neously feeding the two cigarette portions (8, 
9) in each said pair substantially in said sec- 
ond direction (16) and to the loading station 
(19) in time with the respective said seats (29, w 
30; 72, 76; 81, 82). 



8. A unit as claimed in Claim 7, characterized in 
that said first (72) and second (76) seats travel 
along respective circular paths tangent to each 
other, located one inside the other, and which 
intersect said plane (7) at side by side points 
along respective said first (17) and second (18) 
axial paths. 

9. A unit as claimed in Claim 8, characterized in 
that said first (72) and second (76) seats 
present the same spacing, are offset in relation 
to each other by half a space at the point of 
tangency of the respective said circular paths, 
and are in time with each other at the point at 
which the circular paths intersect said plane 
(7). 



2. A unit as claimed in Claim 1, characterized in 
that it also comprises guide means (3, 4) for 
guiding the first and second cigarette portion 
(8, 9) in each pair along respective first (17) 
and second (18) axial paths extending substan- 
tially in said second direction (16) and substan- 
tially defining a plane (7) extending through 
said launching means (14) and said loading 
station (19). 

3. A unit as claimed in Claim 2, characterized in 
that said plane (7) is substantially horizontal. 

4. A unit as claimed in Claim 2 or 3, character- 
ized in that said conveyor means (15; 65) 
comprise a first (22; 66) and second (23; 67) 
roller respectively presenting said first (29; 72) 
and second (30; 76) seats and respectively 
tangent to the first (17) and second (18) path at 
said loading station (19). 

5. A unit as claimed in Claim 4, characterized in 
that said first (22) and second (23) rollers are 
two rollers mounted for rotation in opposite 
directions about respective axes (25, 26) par- 
allel to each other and on either side of a strip 
(24) defined in said plane (7) by said first (17) 
and second (18) axial paths. 

6. A unit as claimed in Claim 5, characterized in 
that said axes (25, 26) are substantially located 
in said plane (7). 

7. A unit as claimed in Claim 4, characterized in 
that said first (66) and second (67) rollers are 
two rollers mounted for rotation in the same 
direction about respective axes (68, 74) parallel 
to each other and on the same side of a strip 
(24) defined in said plane (7) by said first (17) 
and second (18) axial paths. 



10. A unit as claimed in one of the foregoing 
Claims from 2 to 9, characterized in that, for 

20 each cigarette portion (8; 9) in each said pair, 

said launching means (14) comprise two 
launching rollers (53, 54) coplanar with the 
same said axial path (17; 18) and presenting 
respective axes (50, 51) parallel to said plane 

25 (7) and crosswise to said second direction 

(16); and drive means (59) for rotating the two 
launching rollers (53, 54) in the same direction 
and at the same angular speed about their 
respective said axes (50, 51); said rollers (53, 

30 54) being located on the same side of the 

respective said axial path (17; 18), and pre- 
senting respective spiral-shaped peripheral 
surfaces (60; 61). 

35 11. A unit as claimed in Claim 10, characterized in 
that each roller (53; 54) in each pair of launch- 
ing rollers (53, 54) rotates in time with the 
corresponding launching roller (53; 54) in the 
other pair. 

40 

12. A unit as claimed in Claim 11, characterized in 
that each said spiral-shaped peripheral surface 
(60; 61) is in the form of a portion of a spiral 
extending about an arc of 360°, and wherein 
45 the minimum- and maximum-radius generating 

lines in the same diametrical plane are con- 
nected by a shoulder (62; 63) in the diamet- 
rical plane itself. 

so 13. A unit as claimed in Claim 12, characterized in 
that, in each pair of launching rollers (53, 54), 
the front roller (54) in said second direction 
(16) presents greater radial dimensions; the 
rollers (53, 54) in each pair of launching rollers 

55 being offset in relation to each other by an arc 

depending on the distance of the respective 
said axes (50, 51). 
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14. A unit as claimed in Claim 2 or 3, character- 
ized in that said conveyor means (78) com- 
prise a single roller (78) presenting alternating 
said first and second seats (81, 82); said single 
roller (78) being substantially tangent to said 5 
paths (17, 18) at said loading station (19). 

15. A unit as claimed in Claim 14, characterized in 
that said launching means (90) comprise, for 
each cigarette portion (8, 9) in each said pair w 
of cigarette portions (8, 9), a launching roller 

(94; 95) substantially tangent to a respective 
said axial path (17; 18) and presenting an axis 
(93) parallel to said plane (7) and crosswise to 
said second direction (16); and drive means 15 
(91, 92) for rotating said launching roller (94; 
95) about said axis (93) so that the roller (94; 
95) presents a surface speed equal to the 
traveling speed of the respective cigarette por- 
tion (8)(9) along the respective said path (17; 20 
18); each said launching roller (94; 95) present- 
ing a respective helical groove (96; 97), the 
start of which is alignable with the respective 
said path (17; 18). 
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